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TRUSION MOLDING 

(19) JP 



(54) MANUFACTURE OF FILM BY 
(11) 62-164522 (A) (43) 21.7.1987 

(21) Appl. No. 61-7031 (22) 14.11986 
(71) JAPAN SENSOR CORP K.K. (72) HIDEO TAKADA 
(51) Int. CI 4 . B29C47/92 



PURPOSE: To manufacture a film having a given thickness by a method wherein 
the thickness of the film extruded out of a die is measured by infrared rays 
and the thickness of the film is controlled the value of the measurement. 

CONSTITUTION: Molten material is extruded out of a T-die slit S to form a 
film 40 under a predetermined temperature. In case the die slit S is constant, 
the thickness of the film 40 becomes thinner when the temperature of the molten 
resin is higher, while the thickness of the film 40 becomes thicker when the 
temperature of the molten material is lower. Therefore, the temperature of 
the film 40 molten and extruded is detected by a temperature detecting head 
50 utilizing infrared rays and a regulating bolt 30 is controlled based on the 
detected temperature to regulate the slit S and control the thickness of the 
film 40 so as to obtain a desired value uniformly. 




10: T-die, 11: lower part. 12: upper part. 13: manifold. 
20: die lip for regulation, 60: optical fiber 



(54) FORMING OF PLASTIC SHEET BY BENDING 

(11) 62-164524 (A) (43) 21.7.1987 (19) JP 

(21) Appl. No. 61-5072 (22) 16.1.1986 

(71) ASAHI CHEM IND CO LTD (72) EIJI HATTORI 

(51) Int. CI 4 . B29C53/04 



PURPOSE: To permit the sharp angle bending work of a plastic sheet without 
causing crack or the like in the sheet by a method wherein the sheet, hard 
and not bent readily, is bent continuously by heating it locally from the specified 
direction of the sheet. 

CONSTITUTION: A sheet is taken up from a material sheet roll (a) and is 
contacted with the group of guide rolls (c) while passing it between the pinch 
rollers (b) to cause deformation having a large radius of curvature. In this 
case, the sheet is heated by a heater (d) while being conveyed. The heater 
(d) is provided with a very narrow hot-air nozzle having the length of 5cm 
in the advanced direction of the sheet and the opening width of 0.3mm. The 
sheet is concentrated by the heated part thereof and is bent so as to have a 
small radius of curvature, thereafter, is cooled and cured, whereby a continuous 
product on which sharp angle bending work is applied is obtained 




(54) BONDING STRUCTURE OF FLUORINE PLASTIC 

(11) 62-164525 (A) (43) 21.7.1987 (19) JP 

(21) Appl. No. 61-4987 (22) 16.1.1986 

(71) TOSHIBA CORP (72) HITOSHI HATTORI 

(51) Int. CI 4 . B29C65/48//B29C65/56,B29K27:12 



PURPOSE: To improve the bonding strength of fluorine plastic remarkably by 
a method wherein groove- like steps are provided between the fluorine plastic 
and a matter to be bonded to the plastic, while adhesive agent is interposed 
between them. 

CONSTITUTION: Grooves 4 are provided on the peripheral direction of the side 
surface of fluorine plastic 1. The groove 4 is provided on the surface receiving 
a shear force with respect to a force applied to the fluorine plastic from an 
arrow sign direction in the diagram. Therefore, the side surface of the fluorine 
plastic 1 comes in a configuration having steps with respect to the direction 
of the shear force. The fluorine plastic 1 and a metallic material 2 are bonded 
by filling an adhesive agent 5 between them and curing it. The cured adhesive 
agent 5 enters into the groove 4 of the fluorine plastic and serves as keys, 
whereby it becomes very hard to separate the fluorine plastic 1 from the metal- 
lic material 2. 
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